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Reasoned Statement 
From the Korean Intellectual Property Office 



Office Action issue date: April 8, 2004 
Relevant to claims No.: 1 through 5 
Requirement for Patent: Inventive step 
Cited Reference: 

JP 07-299598 (November 14, 1995) 



[REASON] 

Because the inventions set forth in claims 1 to 5 of the present application could have 
been easily made by one skilled in the art, in view of the reference above, the present 
application is unallowable under Article 29(2) of the Patent Law. 



[REMARKS] 

The inventions set forth in claims 1 to 5 of the present application relate to a powder 
forming apparatus comprising a dice, punch units and a pressure device. 

However, the above present inventions are similar to the cited reference: the cited 
reference (Japanese Patent Publication No. 7-299598 ; November 14, 1995) refers to a 
powder press forming apparatus comprising an upper mold, a lower mold, a slide mold, 
an upper pressing member, a lower pressing member, a shoot and a controller. 

Therefore, it is deemed that the claimed inventions can be easily made by one skilled in 
the art from the cited reference. 



09) B*m&nir (j p> 



«» & ffl ft ^ $8 (A) 



B3 0B 11/00 
B 2 2 F 3/03 
3/02 



F I 



fti§¥7- 299598 

(43)&WB W£7^(1995)11/114B 



B 2 2 F 3/02 



B 
P 



SdSESfc* 1WMBS>»:2 OL (± 5 H) a»Hfc:«< 



(21)tfffi#^ 


ftK¥6- 94072 


(7DWHA 




000237721 








<22>tfUBB 


*ri66^(199O5^6 0 




JOCSffiKSr«5TB36*ll^ 






(72)»^# 










JWCWtK3r«5T@3S#ll# u±«^ 














(72)#0J# 










«SCWiK»f«6TB38»ll^ *±«£I 






(72)«^# 










jtcec««E»f«5Te36»ii^ 






(74)ft&A 





(54) Dfcg&a>£|*J 



(57) [gft] 

&#*;£3^S#»JLfcX^K*X3±:. ±*X2*c 

T^7^ 3*^*6. MlC±'>X2*<&E''3ttT± 
±*X2*±75F*C#$k X7>fK^3^ T 
$1 0i:*®**<fc5lcfl!/£-r£p 




2 



a> ► a— n.% 



-2: ±9X 



3: 



(2) 



*$S8¥07-299598 



RfS«8jR©fiEB] 

CK^l] mttltmtZJitX (2) t. 
®*Zimir&T*X (4) fc, 
±S2±*X (2) ^JilBT^X (4) i:OStcS^/c< 

tfn»#**JB**#f»JLfcx^*r f*x o) fc. 
±te±*x (2) ic«««ti^»5K*toffi-r*±w 
(i) a. 

±f2T*X (4) Jc»JB<£ftfc»**taE**TtiF 

(5) fc, 

»5fc*±KF*X (4) WBHLT±JeX7-f F*X 
(3) *Bfli6. JEfc±§E±£X (2) SrffifiSWttTSE 
(2) K:»*%»HL/ta. ±IS±«F (1) fci: 
SSTtfF (5) «rtaffiLfc». ±&±?X (2) *±^»c 
^WKM (3) *B92. ±i2T^X (4) * 

0) fc*fflJitfeCt«:««fc-r*l»*yu^a««ao 
[«feltf»2] ±32T«F (5) 2 T«F 

(6) *KttTS8H4SR£2TtiF (6) *Ttff (5) 
©fl««k!)3lojM>T*J** ±SB±flF (1) fc«fctf±£ 
Ttt (5) ^mir^TJtoEOfl^iSVSi^feSlMi^'O 
«fcyfRSB2T«F (6) Tlf UtfJLT»5fe%«:fifflC«l& 

UXfiEfggHo 
[00 0 1] 

mm±<omm%m tfnfc*» 

So 

Co o 0 2] 

Kfcfc©&ffi] fig*. ^VW*-IB07x^hO* 
bTV«<0=ar*ffl*t- H3fcHSVvt\ (a) tC 
^•TJ:dK:^UXJ«^T*** (b) t^-rratt«<D» 
*UCtf#L,fc», (c) tc^-Tct 5 lc*r*f 
-n/-ee»WBULT (d) ©#e>#©:3T£{t/£LT 

[0 0 0 3] 0 3te. fi»S«Ott^H*^ro 03O 
(a) tt, ^UXjS>BOlW*^ro ^X0^7x7 

[0004] 03© (b) tis 03© Ca) M<fcoTR 
a«©Wft*JMBbfc»*w*-. S3© (c) te. El 

3© (b) TiatrcpgttttowA^^-rir^vK^ 
-^■«iiiw*»*at. cctau 9Pft*Bis'r« 

n»j*r* 0 

[0005] 03© (d) fi. 03© (c) ©»fillC<fc 
o T WPM L fc»©# tT VttOu 7*5R-r 0 
[00 0 6] 

[S^Jb<BH*L,fc$£*- *KS] 



#u c©^^^jLTm^©^«©4 , <^n©^kr 
jWi*rwx*»Lfc». siwowLT»a©««©* 

[0 0 0 7] cn6©BH*»ttT*rc«>. 
±*X. »»]LfcX9-rF*X. fc«fctFF*X*iaW\ 
8fefc*T*XK3&HU X5^F*x*Efrc>T±*X* 

[0 0 0 8] 

ftr*fcfe©#&£lftH-r*. 0 l (c&i^T, ±«F l 
Its ±^X2rtO»*3&tDEt5t<DT**o CCT\ 

[0 0 0 9] ±*X2tiU »**3t«lTinffr5fcft 

©tow*. w-fKW3tt, rtJBs©<tfnfc» 

#*^r*fca&©##JLfc»>X-efc*o 
[0 0 10] T^Z4H »**ftMLTJta£ET*fc«> 

tot**, ^2T^6«, ^5£jtaE-r*t©T* 

[0 0 1 1 ] *>i-h7tt> T*X4V±^X2tCffi5fc 
€:5t«^r*t©T**o nyhD-;l/g&i Ofcfc. 

•iwr*t©T** 0 

[0 0 1 2] 

1 0A^*€:T^X4tC^L, T£X4±t£X^K 
*X3«M>* HtiCrx 2 *ffii^T»3ft*aiUt 
*X21ca5«Lfctk ±# 1 fcT#5*4nEEl,fcflL ± 
^X2*_L#k#l!k X7^HW3*Mt, T7X4 

[0 0 13] C©l», T«5©+*gMMcSB2TttF6* 
Ktt T S«I«SKa 2 T» 6 fcTtt 5 9 3 1 o & 

a&Tfe*. ±«Flfe<tt/Tt ! F5^t^riaE©^^t/^ 

ti^**^>ti^©^K:m2T« : 6r^bmurt»5tc* 

[0 0 14] ±*X2, ##JLfcXv^ F*X 

3> *5<fcO : T'>X4*fatt. i^T»fX4lC^U 
X-^f F *X 3 *Ka6T±«> X 2 *tMr3#T»**3fe 

©4?t>©-i*^*^-r*cfc^prtgfcftofe, c 

©JSU »2T*F6«W*T* ±flFl fcT#5-CfiaEffi& 

* v>afttt&*^ajbaE&<t:& 2 T«f 6 TStifrfrSffe 
Co 0 1 5] 



(3) 



4#glW07-299598 



[0 0 1 6] a 1 a. *nm<o 1 «tsM«j«a«^r. 
m \<o (a) tt. *{*wfffiH*^-r 0 ccv. 

3£^LfcD?-S4><DT*&oT, T f 7X4<D£±lCX5>f 
¥tC?K>*?THmLtcO. T«7X4. X7>TK*X3 

CO 0 1 7] 0 \<0 (b) X^-Y K<>X±ffiBI^ 
"To Eb*<0X^ KW3li, 2$T8*Jbfc:*><OT'£>o 

[0 0 18] m2<D&&Xmyu-<0 (a) *S 

(h) icair\ ®iv>m®.<Dt>tv, 3»**3wsurcf« 

*o E12<D (a) (i. T^X3fl«0«flB«r^r. COtf 

[0 0 19] 02<O (b) MU X9-<K^XBB(0«ttft 
5**-. ctitt, (a) -e8*WX4i:3fE«lfc^ 
X7^F->^3^U5c 02© (c) tt % ±*X*» 

[0 0 2 0] mz<0 (d) {J, ±*X7tW0ttSg*:^ 
To 0/Tv<DJ:?£, (c) OttfiRT. ->a-h7^ 

LT-r o £ot±*x 2 d *no«swc?aa"r 

[0 0 2 1] 0 2<D (e) tt* Jta£E-r*««**-ro C 
[0 0 2 2] 

® T«F5iSJ:tf±«Fm:<l:orT2:±**&)toJE'r*« 
& S »am*fc}R 2 Tflf 6 fcTft 5 (DM t. -8rT 
ffU&U T«F5fc»2T#lF6<0|IBlCffli6rfeV^»5l5 
5 *S»Kjf Ltti LTfraJEf *o 

[0 0 2 3] C<D®fcSWi®£48^"t\ £2T#6£ 
£ o T TflF 5 2 T«F 6 <DB8£i8a6T fc^fc»5fc 

0. X^K*X3fc*oTIB< <tfftfc»#fcfc#fc 
[0 0 2 4] 0 2(0 (f) tt. *7<f K9XM0KW& 



^to H^CO^^JC, (e) <D&]JELfc&. X^-< K«7 
X 3 j£S&0»tfJi$fc^fC&5&C*£ 

[0 0 2 5] 02O (g) (is ±«7X7v:A T*7X*r 

[0 0 2 6] 02<D (h) ti. 
■To 07*<DJ;7JC. ±tti«:7 7^ ±')X2%77 
7, T , 7X4*filA^±^fRltcBILT^p c 2i^>L^ 

SfttMi^MCKB-rft. ^OT, (a) *D 

[0 0 2 7] i^±C0<fc3tC. tffflTfc-SX^F^XS 

fc* ±'>X2fcT" , >X4*»t, T*7X4p<3fc:if&k:f0 

*fc«, ±^X2*^6l»5fe*7«aLfc«ffiT. ±tt!fc 
£tFF#5, StC^2Ttt : 6^J:oT^^AnJEt. jK 

0»coaj6^n^«am 2 Ttt 6 ic * o t&suci? l 

[002 8] 

±«7X2, ^»JL/c:X5-r FM3, feJ:t/T'7X4^ 
»**T->X4K13«IIU X5-rFM3«B* 

O-^^^rH^-rsct^T^fcp CCD EL 
( 1 ) T^X 4 fclfi[*K:»**?i5»fc**Lfeaic. 
X9 -< K •> X 3 43 *tf ±»> X 2 *^TMlCie5fc^3^ 
LTtoJEUT— fUWLtt'«^ t$lcT'7X4f*3<0 

[0 0 2 9] (2) 31 2 T«F 6*19:17. Ttt5fc^K 

2T«F6Jcj:orfflii>rtev>fci»^*»LmbrAnff 

*»aoS»fc»5R*JfbfflLTig-"e«€S«:i«» 

C0030] (3) (2) T»«»bft«. 2»»Jtt± 
<QX^ K^X3«:»»|filfcBfllr^TJ«J&aa>flPtfJ«CfflS« 



(4) 



^¥07-299598 



wo 



[0 0 3 1] £fc, tt«OS»C(f oTl^H3^)»* 

[0 1 ] 1 *«W«J»BI"Cfc*. 

[0 2] *«WOJ*«xa7n-BIT'**. 
[03] ta^^SlTS^o 



1 




2 




3 . 




4 : 


: 


5 . 




6 : 


. £2T*)F 


7 : 




1 0 : Z3V ha — 



[013 



[0 3] 



7: h 




7 

ex 



1 



-1: -fctt 



L> 



(a) 



m 



(b) 



















T 


1 








r 1 


If 


















— 3: *'■>>* 


* 






V 












V 
























2 00fl 



(5) 



4$B8¥07-299598 



[02] 




□ 



a 



U 



^ ^^^^ 



E 



u 





1 



7D> h-^— :*D*££ 

(5 1) ! n t . C 1 . 6 nsuf 2# /frtSIf^ F i £ flm^tsm 

B3 0B 11/02 F 

J 

// H 0 1 F 41/02 D 

mmmm mm t& 

J&Rl!^K£r*g5Ti36§ll*t 



r 



3 



Japanese Patent Publication No. 07-299598A 

* NOTICES * 

Japan Patent Office is not responsible for any 
damages caused by the use of this translation. 

1. This document has been translated by computer. So the translation may not reflect 
the original precisely. 

2. **** shows the word which can not be translated. 
[Claim(s)] 

[Claim 1] The divided surra idose which was prepared between upper USU (2) filled up 
with powder, bottom USU (4) filled up with powder, and above top USU (2) and bottom 
USU of the above (4) and which is narrow and fabricates a part (3), The bottom which 
pressurizes a pestle (1) and the powder with which bottom USU of the above (4) was 
filled up when pressurizing the powder with which above top USU (2) was filled up A 
pestle (5), Fill up bottom USU of the above (4) with powder, and the above-mentioned 
surra idose (3) is shut. Furthermore, after positioning above top USU (2) and filling up 
the upper USU (2) concerned with powder, Powder press-forming equipment 
characterized by having the control section (10) which opens migration and surra idose 
(3) for above top USU (2) up, moves bottom USU of the above (4) caudad, and 
discharges mold goods after pressurizing a pestle (5) under a pestle (1) and the above 
on the above. 

[Claim 2] It retracts from the tip of a pestle (5). the bottom of the above — the central 
part of a pestle (5) - the 2nd bottom — a pestle (6) — preparing — the beginning — the 
2nd bottom concerned — a pestle (6) - lower — A pestle (5) is used under a pestle (1) 
and the above on the above, and they are before pressurization, coincidence, or powder 
press-forming equipment according to claim 1 characterized by the thing [ extruding with 
a pestle (6) the 2nd bottom, supplying powder to a core part and pressurizing ] 
concerned after that. 

[Detailed Description of the Invention] 
[0001] 

[Industrial Application] This invention relates to the powder press-forming equipment 

which really fabricates the mold goods which were narrow from powder. 

[0002] 



[Description of the Prior Art] After fabricating powder by press forming in drawing 3 by 
the projectile of the shape of a cylinder shown in (b) as shown in (a) when the core of 
the shape of a bobbin of the ferrite for inductors is created conventionally, as shown in 
(c), automatic cutting was carried out by the diamond wheel, and the core of the shape 
of a bobbin of (d) was created. The configuration and actuation of drawing 3 are 
explained briefly below. 

[0003] Drawing 3 shows the explanatory view of the conventional technique, (a) of 
drawing 3 shows the outline of press forming. It is filled up with ferrite powder into USU, 
a pestle is moved downward a top, and press forming is carried out. 
[0004] (b) of drawing 3 shows signs that the cylinder-like projectile was fabricated by (a) 
of drawing 3 . (c) of drawing 3 shows signs that the projectile of the shape of a cylinder 
generated by (b) of drawing 3 is cut by the diamond wheel. Here, automatic cutting is 
carried out by the diamond wheel, holding by the rubber wheel turning around a 
projectile. 

[0005] (d) of drawing 3 shows the core of the shape of a bobbin after cutting according 

to the device of (c) of drawing 3 . 

[0006] 

[Problem(s) to be Solved by the Invention] When the bobbin of the inside vena contracta 
was conventionally created from powder, as mentioned above using drawing 3 , the 
cylinder-like projectile was once created by press forming from powder, this projectile 
was cut, and the bobbin of the inside vena contracta of a desired configuration was 
generated. Thus, since it is difficult for making a complicated configuration like the 
inside vena contracta from powder molding, once carrying out press forming of the 
cylinder-like projectile, there was a problem that automatic cutting had to be carried out 
and the bobbin of a desired configuration had to be created. 

[0007] In order that it may solve these problems, after this invention prepares upper 
USU, the divided surra idose, and bottom USU, fills up bottom USU with powder, it 
shuts surra idose, positions upper USU and is filled up with powder, pressing of it is 
carried out, and it aims at realizing one shaping of the bobbin of the inside vena 
contracta from powder. 
[0008] 

[Means for Solving the Problem] With reference to drawing 1 , The means for solving a 
technical problem is explained. In drawing 1 , a pestle 1 pressurizes the powder in 
upper USU 2 a top. here — powder — magnetic powder, such as a ferrite, — they are 
powder, such as a sintered alloy, further. 

[0009] Upper USU 2 is for filling up with and pressurizing powder. Surra idose 3 is USU 
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X 



divided for fabricating the part into which mold goods were narrow. 
[0010] Bottom USU 4 is for filling up with and pressurizing powder. A pestle 5 
pressurizes the powder in bottom USU 4 the bottom. A pestle 6 pressurizes a core part 
the 2nd bottom. 

[001 1] Chute 7 fills up bottom USU 4 and upper USU 2 with powder. The control section 

10 controls the whole. 

[0012] 

[Function] Migration and surra idose 3 is opened for upper USU 2 after pressurizing a 
pestle 5 a pestle 1 and the bottom the top after, as for this invention, the control 
sections 10 filling up bottom USU 4 with powder as shown in drawing 1 , and shutting 
surra idose 3 on bottom USU 4, positioning upper USU 2 further and filling up upper 
USU 2 concerned with powder up, and he moves bottom USU 4 caudad, and is trying to 
discharge mold goods. 

[0013] under the present circumstances — lower — the central part of a pestle 5 - the 
2nd bottom — a pestle 6 - preparing - the beginning — the 2nd bottom concerned — a 
pestle 6 - lower - the tip of a pestle 5 - retracting — the upper — a pestle 1 — and - 
lower - a pestle 5 - using — before pressurization or coincidence - or it extrudes with a 
pestle 6 the 2nd bottom after that, and he supplies powder to a core part and is trying to 
pressurize it 

[0014] Therefore, after having formed upper USU 2, the divided surra idose 3, and 
bottom USU 4, having filled up bottom USU 4 with powder, shutting surra idose 3, 
positioning upper USU 2 and being filled up with powder, it became possible from 
powder by carrying out pressing to realize one shaping of the bobbin of the inside vena 
contracta. under the present circumstances, the 2nd bottom — a pestle 6 — preparing — 
the upper — a pestle 1 — lower — after before pressurization, coincidence, or 
pressurization, powder was extruded to the core part, it pressurized with the pestle 6, 
the 2nd bottom, with the pestle 5, and it became precisely possible about the core part 
of mold goods to make it homogeneity. 
[0015] 

[Example] Next, the configuration and actuation of the example of this invention are 
explained to a detail one by one using drawing 1 and drawing 2 . 

[0016] Drawing 1 shows 1 example block diagram of this invention, (a) of drawing 1 
shows a whole sectional view. Chute 7 is what fills up bottom USU 4 with powder, or fills 
up upper USU 2 with powder here. After sliding right above bottom USU 4 and dropping 
powder into the interior of bottom USU 4 concerned, It is horizontally filled up as ****** 
or after dropping powder into the interior of upper USU 2 in the condition of having 
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arranged like illustration of bottom USU 4, surra idose 3, and upper USU 2, it is 
horizontally filled up as ******. 

[0017] (b) of drawing 1 shows a surra idose plan. The surra idose 3 of illustration is 
divided into two, it is in the condition which opened powder in the direction of outside 
after pressing, and when discharging mold goods, the example of division when dividing 
into two so that it may not become obstructive is shown. 

[0018] Next, the process when being filled up with powder under the configuration of 
drawing 1 according to (h) from (a) of the forming cycle flow of drawing 2 , and 
fabricating the bobbin of the inside vena contracta is explained to a detail, (a) of drawing 
2 shows the condition of bottom USU restoration. After positioning chute 7 right above 
bottom USU 4 and dropping powder like illustration, it pulls back and the condition of 
grinding **** is filled up with this condition as ****** at bottom USU 4. 
[0019] (b) of drawing 2 shows a surra idose close condition. This closes surra idose 3, 
after filling up powder with (a) into bottom USU 4. (c) of drawing 2 shows the condition 
of upper USUDAUN. Like illustration, upper USU 2 is downed and put on surra idose 3. 
[0020] (d) of drawing 2 shows the condition of upper USU restoration. Like illustration, 
after positioning chute 7 right above upper USU 2 and dropping powder, it pulls back 
and the condition of grinding **** is filled up with the condition of (c) as ****** at upper 
USU 2. 

[0021] (e) of drawing 2 shows the condition of pressurizing, this - the bottom of ** — a 
pestle 5 and — the upper — the 2nd bottom after pressurizing from the bottom and a 
top with a pestle 1 — a pestle 6 — lower — until it is in agreement with the field of a pestle 
5 — extruding — lower - a pestle 5 and the powder 5 collected between pestles 6 the 
2nd bottom are extruded to a core part, and it pressurizes. 

[0022] or the bottom of ** — a pestle 5 — and - the upper — the coincidence before 
pressurizing from the bottom and a top with a pestle 1 — the 2nd bottom — a pestle 6 - 
lower — until it is in agreement with the field of a pestle 5 — extruding — lower — a pestle 
5 and the powder 5 collected between pestles 6 the 2nd bottom are extruded to a core 
part, and it pressurizes. 

[0023] In this ** or **, by having extruded a pestle 5 and the powder concerned collected 
between pestles 6 the 2nd bottom to the core part, having pressurized the bottom, with 
the pestle 6, the 2nd bottom, and having fabricated the Plastic solid, the sufficient 
powder and the pressurization for the part which was thinly narrow with surra idose 3 
were given, and it became possible to fabricate the mold goods of one shaping of the 
shape of a uniform and precise bobbin. 

[0024] (f) of drawing 2 shows a surra idose open condition. After (e) pressurizes, surra 



idose 3 is opened to right and left, and it is made not to become obstructive like 
illustration at the time of discharge of mold goods. 

[0025] (g) of drawing 2 shows upper USUAPPU and the condition, USUDAUN the 
bottom. A rise and bottom USU 4 are downed, and if it is at an obstacle, it is made not 
to boil upper USU 2 like illustration at the time of discharge of mold goods. 
[0026] (h) of drawing 2 shows the condition of carrying out mold-goods discharge. Like 
illustration, a top, a rise and upper USU 2 are returned to a rise, bottom USU 4 is 
slightly returned for a pestle 1 upward, a little mold goods are lifted, and the mold goods 
concerned are discharged to the back or this side in drawing according to the discharge 
device besides illustration. And it progresses to (a) at the process of return and the 
following mold goods. 

[0027] as mentioned above, the condition of having been filled up with powder from 
upper USU 2 after shutting the surra idose 3 which can be divided, and surra idose 3 
after forming upper USU 2 and bottom USU 4 and being directly filled up with powder in 
bottom USU 4 and putting upper USU 2 — the upper — a pestle 1 — and — lower — a 
pestle 5, further, the 2nd bottom, with a pestle 6, powder is pressurized and bobbin-like 
mold goods are really fabricated. Under the present circumstances, about the powder 
accumulated in the part of a pestle 6 the 2nd bottom, by [ concerned ] extruding to a 
core part and pressurizing it with a pestle 6, the 2nd bottom, powder was supplied to the 
core part of the bobbin of the inside vena contracta, and it became possible 
homogeneity and to pressurize precisely and to fabricate. Furthermore, surra idose 3 
was opened at the time of discharge, and discharge became possible, without 
damaging to discharge of the mold goods concerned, as it did not become obstructive. 
By these devices, although the bobbin of the inside vena contracta was not really able 
to be fabricated conventionally, the mold goods of complicated configurations, such as a 
bobbin of homogeneity and the precise inside vena contracta, were really able to be 
fabricated by this invention for the first time. 
[0028] 

[Effect of the Invention] Since the configuration which carries out pressing was adopted 
according to this invention after forming upper USU 2, the divided surra idose 3, and 
bottom USU 4, filling up bottom USU 4 with powder, shutting surra idose 3, positioning 
upper USU 2 and being filled up with powder as explained above, one shaping of the 
bobbin of the inside vena contracta was realizable from powder. Under the present 
circumstances, (1) After fully filling up bottom USU 4 with powder directly, surra idose 3 
and upper USU 2 were put, since powder was filled up with and pressurized and was 
really fabricated further, especially, it was precise and uniform and the pressing of the 



mold goods in bottom USU 4 was able to be carried out. 

[0029] (2) the 2nd bottom - a pestle 6 — preparing - lower ~ a pestle 5 and the 2nd 
bottom concerned — between pestles 6 — the powder of the specified quantity - 
accumulating — the upper — a pestle 1 — lower — before pressurizing powder with a 
pestle 5, the powder collected with the pestle 6 the 2nd bottom was extruded and 
pressurized in coincidence or the back, powder was extruded to the core part of mold 
goods, and uniform and precise mold goods have really been fabricated. 
[0030] (3) After fabricating by (2), surra idose 3 of 2 or more ****s was opened in the 
direction of outside, to discharge of mold goods, as it did not become obstructive, it 
could discharge, and KAKE at the time of discharge of the mold goods of the shape of a 
bobbin of the inside vena contracta was lost, and it has discharged smoothly. 
[0031] Moreover, after carrying out pressing of the projectile from the powder of drawing 
3 currently carried out to the conventional reality, cutting became unnecessary among 
the processes of cutting this projectile, and reduction of a processing routing counter 
was aimed at, and generating of cutting powder was abolished, and the processing 
ingredient has been saved. 

[Brief Description of the Drawings] 

f Drawing 11 It is 1 example block diagram of this invention. 

[Drawing 21 It is the forming cycle flow Fig. of this invention. 

[Drawing 31 It is the explanatory view of the conventional technique. 

[Description of Notations] 

1 : It is a pestle a top. 

2: Upper USU 

3: Surra idose 

4: Bottom USU 

5: It is a pestle the bottom. 

6: It is a pestle the 2nd bottom. 

7: Chute 

10: Control section 
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(54) POWDER MOLDING PRESS 




(57)Abstract: 

PURPOSE: To enable unified molding of a bobbin 
constricted in the middle from powder by providing 
an upper mold, split slide mold and lower mold, 
filling powder in the lower mold, closing the slide 
mold, positioning the upper mold with powder filled 
in and then performing press molding. 
CONSTITUTION: The machine is provided with an 
upper mold 2 for filling powder, lower mold 4 for 
filling powder, split slide mold 3 which is provided 
between the upper mold 2 and the lower mold 4 
and which is for molding a constricted part, upper 
pressurizing piece 1 and lower pressurizing piece 5 
for pressing the powder filled in the upper mold 2 
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and lower mold 4 respectively. In addition, a control part 10 is provided which is, in 
order, for charging powder in the lower mold 4, closing the slide mold 3, positioning the 
upper mold 2 for charging the powder, pressurizing the upper and lower pressurizing 
pieces 1, 5, moving the upper mold 2 upward, opening the slide mold 3, moving the 
lower mold 4 downward and discharging a molded article. 



